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MCKCROOTD OF THE INVENTION 

!. Field of the invention o£ 

The present inven \ n parti cular, ' 
febriceting at least a honeyco»b body or, 
on drying process and a drying system 

2 . pescription or the *.lat ed Art of 
in fabricate e : least a ho ^ ^ ^ 
ceramic, at least an argrUaoeons y ^ 

dried and baked, a me^uw 
extrusion molded, driea a d . SC ribed in Japanese 

least a honeycomb tody renown « and U£M a 

Unexamined Patent Publication^ No. 63 16 _ ^ 

high^reguency current •^•^J nelo« a 
between the electrodes arranged ^ ^ ^ 

honeycomb body. This method » uni£ol:Bly 
interior and the exterior of the h , ^ 
thereby to prevent .nch defects ' ^ 

which may be caeeed » » ' th . ory ing rate, 

attributable to the ^ is 

The drying method describe 
emotively epplicable to a honeycomb body^ 
well tbicxness of • * « y in tb . 

skin thickness of 0.3 to >( . ?w 

prior art as a catalyst . „ . ^ 

purification system of an an . of not «e 

honeycomb body h.v ™ '^^^ >k in thichne.s of 
«- °- 125 * ft 2 Ttch hae recently been developed to 
"* — * th " o£ Jilproved exhaust gas purification 
m et the need of an impro ^ 
performance ho»ever tho oal ^ ^ ^ ^ 

peripheral sxrn have a .««, ^ ^ ^ 

prior art. For ^ , hig „ freq uency current 

conventional -ethod o using peripheral, 
cennot fully prevent defects in 



portion < 



«. present invention has >«» and tM 

«. problems of the prior * ^ gating at 
obj ect thereof i. to provide in vhich MO h 

lea st a honeycosfc body and o£ not «. 

hOT eycomb body having any de£e cts 

5,tln ' „!„,, to a firat aspect of the invention, there 
"Ted a Method of fabricating at least a honeyoo* 
is provided a metnoa . . f ce iu arranged 

ceramic body comprising a «»^"^ ° thiokne ss 
1> the shape of a honeycomb and having a wall 

- - m0ie fded arglXXaceous To ycl b^y P— - » 
extrusion-molded argillaceous J dielectric 

conveyance trey of porous '"^ £'of7ot less than 10 
los s of not more than 0.1, a po j M % 

% a nd a sectional open area r tro o f not =£ 

in humidity, as a result, th out * ^ ao 
cf the honeycomb body can be proven ^ 
^ uptl y as to be deformed a ^ "'^ ±n th . 

prop er humidity. « ^'Jf/^ eral Eut face and the 
drying rate between the outer p P ^ u 

interior of ^^TtTLSm-. is as small as not 

TanT "s - a' t he thichness of th. outer 
more than 0.12b mm , r .H«alv small/ 

perip her.l T 7 n XC. due to the drying 

therefore, the difference l . interior of 

, rate difference between U> e^ter 

the honeycomb body can ^ from devslopin, 

or the lihe defects osn thus be pre 
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. k „ral skin portion. The humidity of 
in the outer peripheral e*rn P as hi ,„ as 

„e hi,h-humidity ^ % BO re or even the 

possible . thus, the humrdrty o » 

supersaturated state is >™^;i^ MiM , n icrowav... 

I*"' " th " T. U .U a- he.tin, means. » this 
as described above, are «•* ienM described 

way , he.tin, in the ^»^ Uy , the conventional 
above can be realized, specrf ° * electrode. 
„eatin 9 with hi g h fr = oodles. The 

" be "To the' l eft oL in the high-humidity 
arrangement of <*« discharge or an 

fiance would P**^^ ^ slectro des thereby 
d' electric breakdown oewev 

iaadin, to an '."^f^ti introduoed through 

Microwave,, in contrast, can d to M 
« least a waveguide and no electrode ^ ^ 
arranged in the vrornity - the ^ ^ ^ 
Microwaves can eaBiJ-j 

oven in a high-humidit, „ th e invention, 

A9 described above * * thid[ne ,. i. as 

oven in the case where the cell " ski „ portion 

«U as ..». - J- tt t ; e °;^iLtion of the microwave 
i5 comparatively , thrn, t ^ M 

heating means and the p. riph eral sXin portion 

, 5 .efficiently prevent the outer P _ The 

5 f rom cracain, or "^^process can echiev. a higb 
^proved quality of the drying P ^ 
gnallty of the «°-V=os* fdy, as 

obtained in the subse^ent W^J^^ th . dryiI ,g 

aether. »«« d ^; i ° th tb each ho0 eycomb body placed on 
process is carried out with ^ h „ ing a 

a conveyance tray made of a p orosi ty of not 

dielectric loss of not „, P Iot io of not 

le8S than 10 % and a £ oa „ u su p po rted 

35 iess than 50 The o ^ by . Mt hod using th. 

doring the "Lie as described above, 

conveyance tray oi a <=P 



»i on >,v use of a tray made of an ordinary 
IT'S Revert ess! Z 1 - tL tray C a specific 

Ight b. caused on the contect surface between the 
££oL* body end the support neaber at the time ot 

dr yi„9 the honeycomb body. a „ii lao eou. 
Specifically, the components of the are 

honeycomb body, therefore, the component, of the 
^cneycoi body nay elute at the pertiee^r 

sjl. » - "---rrr^tr/a'pori:: 

1 r u's-Thln " LT. section*! open area ratio of 
n «Tes than 50 however, the water is prevented froa 
r„yin, in the neighborhood of the e ontset^ tic ^ 

other members are also heated oy 
mating the honeyed body. In such • . e the 
boneyco* body at the contact P™ ^ ^ other 
t epidi, by direct heat «»«»^~ th . honeycOTb 
„e„bers and may be deforced. By pi los „ ot 
body on the conveyance tray having th. ° ie "= 

n i as described ebove, in contrast, the 
ZZ'TL condyle tray can be avoided thereby 

renting the *™*^^T^Z***». «~ 

According to a second aspect yj. " 
is p^IL Method of fabricating et least * ^eneyco^ 
body, wherein the honeycomb body is desirebly p 



one of the open ends of - ^^/V^i^ 
the upper surface of the conveyance tray. *ev 

;l fir rrL 

-? n an arbitrary direction. In the case wiie* 
:L open ends o. the ceils is brought into contact with 
the upper surface of the conveys, tray, however, the 
co-unication can be secured between the pores of the 
a. «. a „H the cells of the honeycomb body. 

: thtro 'U of the mention, there 

conveyance tra, having the a" 1 '"^"" open u „ 

characteristic, the porosity and the agonal P 

^rirra rrthrpirtrinveotion, there 

is p /o lied a ^thod of fabricate at least a bone c^ 
oody, wherein the honeycomb body is Pref=rsbiy dried b, 
arranging adjacent bodies at Predetermine spatial 
intervals. In such a case, microwaves can be evenly 
listed on each honeycomh body and th. , dryin , ^ 

^ troubles Vch ^ otherwise occur 

—IZZZ ^aspect - the 1— there 
is provided a method of fabricate at east a honey 
^dy. wherein th. honeycomb body re in 
while changing the conditrons for^ «™^ , In 

them exist in the dryin, bath. Thus, the troub 
otherwise might be caused at the time cf drying 

"^crcCto a sixth aspect of th. invention, there 

i8 prided a system for drying at least an 

folded argillaceous honeycomb body to fabrreat. at least 
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v, v^v of ceramic composed of a multiplicity of 
a honeycomb body of ceramic f 

cells arranged in the shape of a honeycomb with the 

of not lower than 70 » in humidity in the dry s 
pl urality of microwave gener.tor. ^^0.00. MHz 
m icrewaves in the frequency range of 
into the drying oath, and a conveyor 
continuously supplying and delivery , 
honeycomb bodies into and out of the drying »»*"• 

By using the drying system described above, the 
arying Procels of the fabrication method can be easily 
LLLd « produce a hign guaUty plaoed 
specifically, the honeycomb bodies to « 
U the drying bath, and the internal ^« °* 
dt , in g bath is i- r - »;; h °» j Lolence. 

oodv can be dried without genereting any cracXing or 
body can ^ , nor tion thereof, 

wrinkles in the outer peripheral skm portio 

Further, the drying system according to this aspect 
of the invention comprises the conveyor system for 
Applying and delivering a plurality of the honeycomb 
supplying drving bath continuously. 

aeveloping craCin, °^TZ~ of the invention, 
*JZ£ZZ a drying sysL, wherein tbe drying 
^preferably includes the openings for supplying and 
oeHverin, a plurality of the honeyco* bodies into and 
ITf the drying bath, and shield means for preventing 



In such 



the atmospheric air in the particular openings. In 
, cas e, a uniform and high-humidity ambience can be 
formed in the drying bath. Also, since the 
air in the drying bath can be prevented from flowing out 
of the drying bath, the desired high-humidity ambience 
can be formed with a compact humidifier, etc. 

According to an eighth aspect of the invention, 
there is provided a drying system, wherein the shield 
Tans is preferably so configured as to shield th« , hrgh- 
aumidity ambience in the drying bath from the external 
Losphere by forming an air flow for shielding the 
openings, in such a case, the functions and effects 
described above can be obtained with a compact and 
^imolified equipment configuration. 

" Lording to a ninth aspect of the invention. thar. 
is provided a drying system preferably so configured «a 
t „ change the conditiona for microwave 
accordance with the quantity of the honeycomb bodres 
existing in the drying bath. Then, even in the case 
" re the quantity of the honeycomb bodies in the dryin, 
oatn is changed, the amount of microwave radiated on each 
honeycomb body can be equalized. 

According to a tenth aspect of the invention, there 
i. provided a drying system preferably comprising an 
accumulator function for adjusting the supply of the 
hone ycomb bodies in such a manner that the honeycomb 
bodies supplied into the drying bath are arranged at 
ecmal spatial intervals. 
' T h. accumulator function is defined as a function to 
edju.t the varietiona of th. quantity of the honeycomb 
bodies supplied to th. conveyor system and to eupp y the 
honeycomb oodles into the drying bath at l*-*""^ 
spatial intervals. The accumulator funct on makes it 
possible to convey the honeycomb bodies with the 
Honeycomb bodies arranged at equal 
drying bath regardless of the manner in which the 
honeycomb bodies are supplied to the conveyor system. 



According to an 11th aspect of the invention, there 
is provided a drying system preferably comprising a 
plurality of microwave introduction ports. By bating 
Microwaves from a plurality of the introduction ports, 
the variations of the microwave density in the dxyxng 
ba th can be suppressed. A* a result, the dryxng 
irregularities can be suppressed, thereby further 
improving the functions and effects of the 

According to a 12th aspect of the inventxon, there 
is provided a drying system comprising a first 
introduction port in the neighborhood of the °P«^j~ 
supplying the honeycomb bodies into the dryxng bath and 
second introduction port in the neighborhood of the 
opening for delivering the honeycomb bodies out of the 
drying bath, wherein the first introduction port xs 
Preferably so configured as to radiate microwaves toward 
Z opening for delivering the bodies and the second 
introduction port is preferably so configured as to 
radiate microwaves toward the opening for supplyxng the 
bodies. By radiating microwaves toward each other along 
the direction of conveyance, the variations of the 
Microwave density can be further suppressed betveen the 
supply and delivery sides of the drying » ath ; 

According to a 13th aspect of the invention, there 
is provided a drying system comprising a ^ r ^t 
introduction port formed in the upper side of the opening 
for supplying the honeycomb bodies into the dryxng bath 
and a second introduction port formed in the lower sxde 
of the same opening, wfcerexn the first introductxon port 
and the second introduction port are preferably so 
configured as to radiate microwaves toward the openxng 
for delivering the honeycomb bodies out of the dryxng 
bath. By arranging the microwave introductxon ports as 
described above, the variations of the microwave density 
can be further suppressed in the vertical dxrectxon of 

the drying bath* 

According tc a l.th aspect ot th. l»v»~o„, *hcr. 



is provided a drying system of the 

introduction port forced ^ formed in the 

dry ing hath and > - C tXr b -n whefein the 

l- er ^ l0n °7* drably bo confined a B to 
introduction port is * refe ^ ly ion o£ the drying 

ra diate microwaves toward the Lower po 

and the second introduction port is preferaoiy 
ba th and the sec raicrowave5 toward the upper 

configured as to " dia ^ _ radiating the microwaves 
nf the drying bath. BY * 

—re:::: « . *s* * - - -r.r - thsie 

introduction port and seco ^ ^ 

relation to each ° th « "™ intro(io ction port is 
tnerebetween. "herein the first d ^ 

preferably configured to radiate -«^« in «„ductio» 
side of the drying ay**", haying the seco 
^rt, and the second ^°^£7J J"<^ 
configured to radiate ^^""^ "dieting the 
bav in, the first i"*"*-* 1 * Jf"*" JVirection 

to the ground in this way, t ^ 
^crowave density between the two fuytber 
b ath with the conveyor system therebetween 

suppressed. invention, there 

According to a 16th lea6t a ho „ ey comb 

is provided a method of of cells arranged 

a hiqh humidity ambience 
being exposed to a nign ith micrC A,aveB in 

than 70 % in humidity and irradiated wi 
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t he frequency range of 1,000 to 10,000 MHz, after which 
Tot air is applied to the honeycomb body in such a manner 
as to pass through the cells thereof. 

in the fabrication method according to this 
invention, as described above, each honeycomb body is 
hea ted in a high-humidity alienee of not less than 70 % 
J. humidity. - a result, the outer 
of the honeycomb body can be prevented from dryxng so 
abruptly as to be deformed, and thus can be kept a t, 
proper humidity. In this way, the difference xn the 
Lying rate between the outer peripheral surface and the 
interior of the honeycomb body can be reduced. Even - 
the case where the cell wall thickness is as small as not 
ro ore than 0.125 mm and the thickness of the outer 
peripheral skin is comparatively small ^ 
difference in shrinkage due to the dry«g rate 
between the exterior and the interior of the honeycomb 
b ody can be reduced. The cracking, wrmkUng, or the 
Uke defects can thus be prevented from developing » the 
er peripheral skin portion. The humidity o, the hi g h- 
humidity ambience is preferably as high as * *° 

% or more, or even the supersaturated state is 

Also in this invention, microwaves, as described 
above are used as the heating means, as a resu "' 
heating in the high-humidity ambience can be 
Specifically, in the conventional heating mean* using a 
nigh frequency current, the electrodes are required to be 
arranged in the vicinity of the honeycomb bodies and if 
these electrodes are arranged in the high-humidity 
alienee, the discharge or the dielectric breakdown could 
be caused between the electrodes, thereby probably 
leading to the equipment malfunction due to the breakage 

of the electrodes. 

in contrast, according to this embodiment, 
microwaves can be introduced through a ™**» L **/J*t™ 
electrode is required in the vicinity of the o^ect to be 
heated. For this reason, the microwaves can easrly reach 



and heat the honeycomb body even in the high-humidity 
ambience. 

As described, according to this invention, the 
combination of the microwave heating means and the high- 
humidity ambience makes it possible to sufficiently 
prevent the generation of cracking or wrinkling in the 
outer peripheral skin portion at the time of drying even 
in the case where the cell wall is as thin as 0.125 mm 
and the outer peripheral skin portion is also 
comparatively thin. With the improved drying quality, 
the honeycomb body, as a baked product, obtained in the 
subsequent baking process comes to have a superior 
quality. 

Further, according to this invention, after the 
drying process with microwaves in the high-humidity 
ambience described above, hot air is applied to the 
honeycomb body in such a manner as to pass through the 

cells thereof. 

in such a case, the microwave heating operation in 
the high-humidity ambience can be easily controlled, and 
thus it becomes possible to prevent the excessive heating 
of the honeycomb body by microwaves. Hot air at such a 
temperature as not to cause excessive heating can realize 
accurate, complete drying. 

The complete drying is defined as the situation in 
which the water content of the honeycomb body is reduced 
to 5 % or less of the initial figure. 

According to a 17th aspect of the invention, there 
is provided a method of fabricating at least a honeycomb 
ceramic body, wherein the temperature of the hot air is 
preferably 50 to 140'C. nevertheless, the temperature of 
the hot air is not limited to these figures to achieve 
the functions and effects described above, but may assume 
an arbitrary value. In the case where the hot air 
temperature is lower than 50'C, however, the temperature 
of the honeycomb body is liable to be reduced excessively 
for a reduced drying efficiency. In the case where the 




temperature of the hot air exceeds 140'C, on the other 
hand, the abrupt progress of drying may cause trouble in 
the honeycomb body involved. 

According to an 18th aspect of the invention, there 
is provided a method of fabricating at least a honeycomb 
ceramic body, wherein the honeycomb body is dried by the 
hot air preferably after the water content of the 
honeycomb body is reduced to 5 to 30 % by weight by 
irradiation with microwaves. 

Nevertheless, the water content of the honeycomb 
body after irradiation with microwaves is not limited to 
achieve the functions and effects described above, but 
predetermined functions and effects can be achieved by 
the microwave heating means and the hot air drying means 
combined . 

in the case where the water content of the honeycomb 
body after microwave irradiation is less than 5 %, the 
microwave heating operation becomes more difficult to 
control, and a part of the honeycomb body may be 
excessively heated by irregularities in the microwave 
radiation, in the case where the water content of the 
honeycomb body exceeds 30 %, on the other hand, the 
subsequent application of hot air may not achieve the 
completely dry state. 

More preferably, the honeycomb body is dried by 
microwave heating in the high-humidity ambience to the 
water content of not less than 10 to 20 % , followed by 
complete drying with hot air. 

According to a 19th aspect of the invention, there 
is provided a method of fabricating at least a honeycomb 
ceramic body, wherein the honeycomb body is dried by 
applying cool air, after hot air, thereto. Taking into 
consideration the handling ease after drying the 
honeycomb body as described above, the honeycomb body 
should be cooled to room temperature. In the process, 
the honeycomb body can be more efficiently cooled by 
being exposed to cool air. 



This aspect of the invention is effectively 
applicable to the work of cutting off the end surfaces of 
the honeycomb body after being dried with hot air. 
Otherwise, the problem is posed that the cutting dust may 
be attached to the honeycomb body high at a temperature. 

According to a 20th aspect of the invention, there 
is provided a method of fabricating at least a honeycomb 
ceramic body, wherein the temperature of the cool air is 
preferably 0 to 30°C. Nevertheless, the temperature of 
the cool air is not limited such a figure to achieve the 
functions and effects described above. In the case where 
the temperature of the cool air is lower than 0°C, 
however, the honeycomb body would be cooled so rapidly 
that a trouble may occur in the outer peripheral portion, 
etc. in the case where the temperature of the cool air 
is higher than 30°C, on the other hand, efficient cooling 
of the honeycomb body is impossible. 

According to a 21st aspect of the invention, there 
is provided a system for drying at least an extrusion- 
molded argillaceous honeycomb body to fabricate a 
honeycomb body of ceramic composed of a multiplicity of 
cells arranged in the shape of a honeycomb with the cell 
wall not thicker than 0.125 mm, the drying system 
comprising a drying bath for accommodating at least a 
honeycomb body, a humidifier for creating a high.humida.ty 
ambience of not lower than 70 % in humidity in the drying 
bath a plurality of microwave generators for supplying 
microwaves in the frequency range of 1,000 to 10,000 MHz 
into the drying bath, and a hot air generator for 
generating hot air to be applied to the honeycomb body 
inside or outside the drying bath. 

By using the drying system described above, the 
drying process of the fabrication method can be easily 
realized to produce a high-quality honeycomb body. 
Specifically, at least one honeycomb body to be dried is 
placed in the drying bath, and the internal humidity of 
the drying bath is increased to at least 70 % by the. 
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ho midifier th^eb, to create the high-humrdrty ambience. 
1 honeycomb body e» be heated in the high-humxdity 
I^bience by introducing the microwave fx. the microwave 
gators described above. » a result, 
body can be dried without developing an, creeping or 
denies in the outer peripheral s*in portion thereof 

Further, by applying the hot air sent out fro. the 
wot air generator in or outside the drying bath to the 
^neyconb body, the honeycomb body oan be dried easily by 
t he cognation of the microwave heating mean. x» the 
£ g „-hu»idity alienee and the hot air heating mean.. As 
described above, in this case, the »i«<™« hMt "' 
deration in the high-humidity alienee can be 
easily, thereby making it possible to prevent the trouble 
^hich otherwise Bight occur due to the overheating with 
Sorowave. The complete drying oan be re.lrse with Mgn 
eccuracy by the hot air of a temperature not liable to 

cause overheating. 

The drying system may be of either a continuous type 
or a batch type, in the drying system of a ««tuu.. 
type, a plurality of honeycomb bodies are sequentially 
supplied to and delivsred from the drying bath 

C ° nt Tc U o 6 rdI; g to a 22 nd aspect of the invention, there 
is provided a system for drying at least a b«»,«* 
ceramic body, wherein the hot air generator preferably 
Z l hot air source for generating a hot ai, : having a 
temperature of 50 to 140-C The hot air in this 
temperature range can dry the honeycomb 
efficiently while avoiding the trouble at the peripheral 

skin portion, etc. 

Lording to a 23rd aspect of the rnventron. there 
is provided a system tor drying at least a honeycomb 

erlmic body, preferably comprising a cool air generator 
arranged inside or outside the drying bath for ge»eratin 9 

ool air to be applied to the honeycomb body. In such a 
case, the honeycomb body can be rapidly cooled after 
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v> e ing dried with hot air. As a result, the process after 
the drying step can be executed guickly. Especially in 
:/e case where the honeycomb body is cooled as described 

w«,o the cutting dust can be fully prevented from 
^aching dcrlng L. — of cutting off - end surfaces 

01 *JST.^ aspect of the ----- 
is provided a system for drying at least a honeycomb 
I JLc body, vherein the cool air f * 

.nciud.s a cool air source ^^^J^Z 
the temperature range of 0 to 30 C. Tne 

=,« described above, can cool the 
temperature range, as descrioea aw , trouble of 

h oneycon*> body efficiently while avoiding the trouble 
the outer peripheral skin portion, etc. 
BRIEF DESCRIPTION OF THE DRAWINGS 
Fig . ! is a diagram for explaining a ~» f *f 
of the Lying system according to a first embodiment of 

and Fi 2(b) is a diagram for explaining the cell wall 
ThLness, according to the first embodiment of the 

1 "~C" 3 is a diagram for explaining the relation 
betW een 9 the internal humidity of the drying £U> «* «- 
cracking/wrinkling defective fractxon according to 
second embodiment of the invention. relation 

Fig . 4 is a diagram for explaining the 
betV een\he porosity of the conveyance tray, * external 
humidity of the drying bath and the elutxon of the 

honeycomb body - igur ation 

Fia 5 is a diagram for explaining a conng 

of the drying system according to a fourth ^ « 

Tir.°u a graph shoving tne relation between tb. 
ouantity of honeycomb bodies and the proper microwave 
output lor the drying system according to a fifth 
embodiment of the invention. 
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Fig. 7 is a side view for explaining the arrange*** 
of the microwave introduction porta of the drying system 
according to a sixth embodiment of the invention. 

Fig 8 is a side view for explaining the arrangement 
o£ the microwave introduction ports of the drying system 
according to a seventh embodiment of the invention. 

Fig 9 is a side view for explaining the arrangement 
of the microwave introduction ports of the drying system 
according to an eighth embodiment of the invention. 

Fig. 10 is a top plan view for explaining tbe 
arrangement of the microwave introduction ports of the 
drying system according to a ninth embodiment of the 
invention.^ ^ ^ ^ explain in g a configuration 

of the drying system according to a tenth embodiment of 

the invention. 

Fig. 12 is a diagram for explaining a configuration 
of the drying system according, to an 11th embodiment of 
the invention. 

DESCRIPTION OF THE PREFERRED EMBODIMENTS 
(First embodiment) 

A method of fabricating at least a honeycomb body 
and a drying system according to an embodiment of the 
invention will be explained with reference to Fxgs. 1, 

2(a) and 2(b). 

This embodiment, as shown in Figs. 2(a) and 2(b), 
represents a method of fabricating a honeycomb body 1 of 
ceramics including a multiplicity of cells 10 
the shape of a honeycomb with a plurality of cell walls 
U having a thickness tl not more than 0.125 mm. The 
honeycomb body according to this embodiment as shown in 
Figs. 2(a), and 2(b), includes a plurality of 
cells 10 and a cylindrical outer peripheral skin portion 
12 having a thickness t2 not more than 0.5 mm. The 
aforementioned shapes of the cells and the whole 
honeycomb body can be changed in accordance with a 
specific application. 



in the method according to this embodiment, the 
argillaceous honeycomb body 1 produced by extrusion 
molding is dried by being exposed to a high-humidity 
ambience of not less than 70 % in humidity while at the 
same time being irradiated with microwaves in the 
frequency range of 1,000 to 10,000 MHz. After that, hot 
air can be applied to the honeycomb body 1 in such a 
manner as to pass through the cells thereof. 

A detailed explanation of this embodiment will be 
made below. 

In fabricating the honeycomb body 1 according to 
this embodiment, the first step is to add an organic 
binder at 5 parts by weight and water at 15 parts by 
weight to a ceramic power material, mainly of cordierite, 
at 100 parts by weight, and knead the mixture to thereby 
make an argillaceous ceramic material. 

The next step is to extrude the ceramic material 
from a honeycombed die using an extrusion molding machine 
(not shown), and to sequentially cut the extruded 
honeycomb body stock into a plurality of molds of a 
predetermined length thereby to produce a plurality of 
argillaceous honeycomb bodies 1. The extrusion molding 
machine used is of plunger type, auger type, etc. 

According to this embodiment, the slit width of each- 
cell wall portion of the honeycombed die is set to 0.115 
mm and the slit width of the outer peripheral skin 
portion thereof to 0-3 mm. 

The thin-wall honeycomb bodies 1 obtained by 
extrusion molding as described above are dried using a 
drying system 3 shown in Fig. 1. 

The drying system 3, as shown in Fig. 1, comprises a 
drying bath 30 for accommodating the honeycomb bodies 1/ 
a humidifier 32 for creating a high-humidity ambience of 
not lower than 70 % in humidity in the drying bath 30, 
and a plurality of microwave generators 34 for supplying 
microwaves in the frequency range of 1,000 to 10,000 MH* 
into the drying bath 30. 



The drying bath 30 has such a size as to accomodate 
a plurality of the honeycomb bodies 1 transported by a 
conveyor system 4 described later. 

waveguides 340 extended from the four microwave 
generators 34, respectively, are connected to and open at 
the four corner portions of the side wall 303 of the 
drying bath 30. These openings constitute microwave 
introduction ports 341. 

Also, two steam pipes 320 extending and branching 
from a boiler constituting the humidifier 32 are 
connected to and opened to two longitudinal points of the 
side wall 303. These openings make up steam introduction 
ports 321. The steam introduced by way of the steam 
introduction ports 321 is a high-temperature steam sent 
from the boiler as described above and not lower than 
80 *c in temperature. 

The drying system 3 according to this embodiment 
also comprises the conveyor system 4 for conveying the 
honeycomb bodies. This conveyor system 4 is configured 
as a continuous system capable of supplying and 
delivering a plurality of the honeycomb bodies 1 
continuously to and from the drying bath 30. 

Specifically, a belt conveyor 41 connecting the 
inlet portion 301 and the outlet portion 302 of the 
drying bath 30 is arranged in the drying bath 30. Also, 
a roller conveyor 42 is arranged outside the outlet 
portion of the drying bath 30. 

The conveyor system 4 including the belt conveyor 41 
and the roller conveyor 42 is configured to convey 
conveyance trays 5 each with the honeycomb body 1 placed 
thereon. According to this embodiment, the conveyance 
tray 5 is made of porous ceramics, or cordierite in the 
present case, having a dielectric loss of not more than 
0.1, a porosity of not less than 10 % and a sectional 
open area ratio of not less than 50 %. This material can 
be replaced with urea resin, etc. On each conveyance 
tray 5, the honeycomb body 1 is placed with one of the 
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open end surfaces (101) of the cells 10 thereof kept in 
contact with the upper surface 51 of the conveyance tray 
5. as a result, the cells 10 of the honeycomb body 1 are 
oriented in vertical direction and at the same time 
communicate with the pores of the conveyance tray 5. 

A hot air generator 36 is arranged under the roller 
conveyor 42 outside the drying bath 30. This hot air 
generator 36 is configured to blow the hot air at 120°C 
upward from under the conveyance trays 5 moving on the 
roller conveyor 42 . This temperature is not so high as 
to burn the binder contained in the honeycomb bodies 1. 

In drying each extrusion-molded honeycomb body 1 
using the drying system 3 configured as described above, 
the first step is to place each of the honeycomb bodies 1 
of a predetermined length on the conveyance tray 5 and 
further to sequentially place the resulting pairs of the 
mold 1 and the tray 5 on the belt conveyor 41. as shown 
in Fig. 1. The honeycomb bodies 1 are thus sequentially 
transported into the drying bath 30. 

Each honeycomb body 1 sent into the drying bath 30 
is dried while moving toward the outlet 302 from the 
inlet 301 with the movement of the belt conveyor 41. 

The interior of the drying bath 30 provides a high- 
humidity ambience maintained at a humidity of not less 
than 70 % (not less than 80 % in this embodiment) and the 
temperature of not lower than 80 «C by the high- 
temperature steam introduced from the humidifier 32. At 
the same time, microwaves generated by the microwave 
generators 34 are introduced into the drying bath 30. As 
a result, the honeycomb bodies 1 in the drying bath 30 
are rapidly dried while being prevented from developing 
cracking or wrinkling in the outer peripheral skin 

portion 12 thereof. 

Specifically, as the drying bath 30 is maintained in 
a high-temperature high-humidity ambience as described 
above, the honeycomb body 1 being heated is not dried so 
abruptly as to deform the outer peripheral surface 
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body remains at 10 to 20 % of the figure before drying, 
and after that, the honeycomb body 1 is dried completely 
t, y hot air to attain a water content of not more than 5 

% as a result, heating by microwaves in the high- 
humidity ambience can be easily controlled, thereby 
preventing such inconvenience as burning off the binder 
component of the honeycomb body by excessive heating with 
microwaves. In this way, the complete drying can be 
realized with high accuracy by hot air not so high in 
temperature as to cause excessive heating. 

The drying system 3 according to this embodiment 
comprises the conveyor system 4 as described above and 
has a configuration capable of continuous operation. For 
this reason, the drying process can be performed very 
efficiently. 

Further, the conveyance trays 5 according to this 
embodiment employ a specific porous ceramic called 
cordierite having a dielectric loss of not more than 0.1, 
a porosity of not less than 10 % and a sectional open 
area ratio of not less than 50 %. as a result, during 
the drying by microwaves, water can be prevented from 
stagnating and the conveyance trays 5 can be prevented 
from increasing in temperature. Further, during the 
heating with hot air, the hot air can be easily supplied 
through the pores and passed into the cells 10. 
(Second embodiment) 

According to this embodiment, a test is conducted to 
determine the correlation between the humidity and the 
quality of the outer peripheral skin portion by changing 
the humidity by the amount of the high-temperature steam 
introduced to the drying bath 30 using the drying system 
3 according to the first embodiment. Except for 
humidity, the same conditions are employed as those for 
the first embodiment'. 

The test result is shown in Fig. 3. in Fig. 3, the 
abscissa represents the internal temperature of the 



- 22 - 



drying bath 30, and the ordinate the cracking/wrinkling 
defective fraction of the outer peripheral skin portion, 
in each session of the test, 20 honeycomb bodies were 
processed, and by determining the percentage of those 
honeycomb bodies which have developed even a small 
cracking or wrinkling as defective products, the ratio of 
the number of defective products is calculated as a 
defective fraction. 

As seen from Fig. 3, it has been found that the 
effect of cracking /wrinkling prevention begins to be 
exhibited by increasing the humidity to higher than 50 %, 
and the cracking and wrinkling can be almost completely 
prevented at a humidity of not less than 70 %. 

(Third embodiment) 

According to this embodiment, a test is conducted to 
check for any malfunction due to water stagnation during 
the drying process by changing both the porosity of the 
conveyance tray 5 and the internal humidity of the drying 
bath 30 in the first embodiment. The conditions other 
than the porosity of the conveyance tray 5 and the 
humidity in the drying bath 30 are similar to the 
corresponding figures in the first embodiment. 

The test result is shown in Fig. 4. in Fig. 4, the 
abscissa represents the porosity of the conveyance tray, 
and the ordinate the humidity of the drying bath. One 
session of the drying process is conducted under each 
condition, and the graph is plotted by indicating with X 
a case in which even a small elution occurs from the cell 
wall or the outer peripheral skin portion, and with O a 
case in which no such elution occurs. 

AS seen from Fig. 4, the higher the humidity, the 
easier the elution occurs, in the case where the 
humidity is at least 70 %. the elution can be prevented 
by setting the porosity of the conveyance tray to not 
less than 10 %. It is also seen that even at a humidity 
of 100 %, the elution can be prevented by setting the 
porosity of the conveyance tray to not less than 25 %. 
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(Fourth embodiment) 

This embodiment, like the first embodiment, 
represents a case in which the honeycomb bodies are 
supplied into the drying bath, using a conveyor system 
having an accumulator function, for drying the honeycomb 

t>odies. . 

as shown, in Fig. 5, this embodiment is implemented 
using the drying system 3. The drying system 3 based on 
the counterpart 3 of the first embodiment additionally 
includes an accumulating conveyor 43 functioning as the 
accumulator and a stopper 45 for holding the honeycomb 
bodies 1 on the accumulating conveyor 43. Further, the 
drying system based on the counterpart 30 of the first 
embodiment, additionally includes air generators 35 
forming an air curtain in each opening of the drying bath 

3 ' The air curtain is defined as a planar air flow 
formed in parallel to each opening of the drying bath 
communicating with outside to prevent the amniences 
inside and outside the drying bath from mixing with each 

° ther T he accumulating conveyor 43 includes a plurality of 
cylindrical rollers 44. Each cylindrical roller 44 rs 
ntounted with the axis thereof in parallel to the ground 
surface and perpendicular to the direction of conveyance. 
The accumulating conveyor 43 includes a plurality of the 
cylindrical rollers 44 aligned in the direction of 
conveyance. Further, the cylindrical rollers 44 are 
coupled to a motor, not shown, and, as shown in Fig. S, 
are adapted to rotate in the direction of arrow R. 

The accumulating conveyor 43 convey the honeycomb 
bodies 1 by the friction force generated between the 
outer peripheral surface of the cylindrical rollers 44 in 
rotation and the conveyance trays 5. The outer 
peripheral surface of each cylindrical roller 44 is 
formed with a smooth surface, so that the honeycomb 
bodies 1 can easily stay on the accumulating conveyor 43. 
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According to this embodiment, the stopper 45 
switches the conveyance mode and the staying mode of the 
honeycomb bodies 1. As shown in Fig. 5, the stopper 45 
U protruded upward into contact with the side surface of 
the conveyance tray 5 in the neighborhood of the inlet 
301 of the drying bath 30. 

Each air generator 35 includes an air pxpe 350 and^ 
an air jet port 351. The air jet port 351 is arranged xn 
the neighborhood of each of the openings of the inlet 301 
and the outlet 302 of the drying bath 30. Further, the 
air jet port 351 blows air in the diagonal direction of 
the opening thereby to form an air flow parallel to the 

opening plane* 

According to this embodiment, the honeycomb body 1 
is dried using the drying system 3 having the 
configuration described above. 

The honeycomb bodies 1 sent into the drying system 
are placed on the conveyance trays 5 and transported by 
the accumulating conveyor 43. When the honeycomb body 1 
is transported to the neighborhood of the inlet 301 of 
the drying bath 30, the associated conveyance tray 5 
comes into contact with the stopper 23 and stops. After 
that, a plurality of the honeycomb bodies 1 are sent 
successively into the drying system 3, ,nd sequentially 
stop on the accumulating conveyor 43. The honeycomb 
bodies 1 thus stopped form a line on the accumulating 
conveyor 24. 

A predetermined number of the honeycomb bodies 1, 
after staying on the accumulating conveyor 43, begrn to 
be sent into the drying bath 30. 

First, one of the honeycomb bodies 1 is delivered 
out by operating the stopper 23. Then, the stopper is 
restored to the original position, and the remaining 
honeycomb bodies 1 are stopped again. Upon the lapse of 
a predetermined time interval, one of the honeycomb 
bodies 1 is delivered out again as described above. This 
series of process is repeatedly carried out. The 
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••predetermined time interval" is determined in accordance 
with the interval at which the honeycomb bodies 1 are to 
be arranged on the accumulating conveyor 24. 

as described above, according to this embodiment, 
the honeycomb bodies 1 can be sent into the drying bath 
30 at predetermined intervals different from the timing 
at which they are supplied to the drying system 3. As a 
result, the honeycomb bodies 1 can be always arranged 
equidistantly in the drying bath 30. 

Also in this embodiment, an air curtain is formed in 
each opening of the drying bath 30- As a result, the 
supply and delivery of the honeycomb bodies to and from 
the drying bath 30 are facilitated, while at the same 
time preventing the high-humidity ambience in the drying 
bath 30 mixing with the external atmosphere. A uniform 
high-humidity ambience can thus be maintained accurately 

in the drying bath 30. 

According to this embodiment, as described above, 
microwaves can be radiated uniformly on the honeycomb 
bodies 1 in a uniform high-humidity ambience held in the 
drying bath 30. with the honeycomb bodies 1 dried in the 
drying system 3, therefore, the generation of drying 
irregularities can be suppressed further. 

Thus, the cracking or wrinkling of the outer 
peripheral skin portion 12 can be more sufficiently 
prevented at the time of drying the honeycomb bodies 1 
having thin cell walls. 

The other parts of the configuration and the 
functions and effects are similar to those of the first 
embodiment. 

(Fifth embodiment) 

This embodiment represents a case in which the 
microwave output value of the drying system 3 is adjusted 
in accordance with the quantity of the honeycomb bodies 1 
existing in the drying bath 3 in the first embodiment. 

The proper value of microwave output of the drying 
system 3 was studied in advance. As a result, as shown 
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in Fig. 6, it has been determined that the output value 
of microwaves can be properly set in accordance with the 
quantity of the honeycomb bodies 1 in the drying bath 30. 

in view of this, according to this embodiment, the 
honeycomb bodies 1 are dried while at the same time the 
microwave output is adjusted in accordance with the 
quantity of the honeycomb bodies 1 in the drying bath 30, 

as shown in rig. 6. 

According to this embodiment, even in the case where 
the quantity of the honeycomb bodies 1 in the drying bath 
30 undergoes a change, microwaves can be uniformly 
radiated on each honeycomb body 1. As a result, the 
variations of the degree to which the honeycomb bodies 1 
are dried can be effectively suppressed. 

with the honeycomb bodies 1 having a thin cell wall, 
therefore, the generation of the oracking or wrinkling of 
the outer peripheral skin portion can be even more 
efficiently prevented at the time of drying them. 

The other parts of the configuration and the 
functions and effects of this embodiment are similar to 
those of the first embodiment. 
(Sixth embodiment) 

This embodiment represents a case which employs the 
drying system with the microwave density variations in 
the drying bath 30 suppressed as in the first embodiment. 

As shown in Fig. 7, the drying system 3 according to 
this embodiment, based on the counterpart 3 of the first 
embodiment, is such that a microwave unit including the 
microwave generators, the waveguides and the microwave 
introduction ports is arranged differently from the first 

embodiment. L 

The drying system 3 according to this embodiment 
includes a first introduction port 344 arranged in the 
vicinity of the opening 381 for supplying the honeycomb 
bodies 1 to the drying bath 30 and a second introduction 
port 347 arranged in the vicinity of the opening 382 for 
delivering the honeycomb bodies out of the drying bath 
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30. 

The first introduction port 344 is configured to 
radiate microwaves toward the opening 382 on delivery 
side and the second introduction port 347 to radiate 
microwaves toward the opening 381 on supply side. 

According to this embodiment, the honeycomb bodies 1 
are dried using the drying system 3 configured as 

described above. 

In the drying bath 30, the variations in the 
microwave density are suppressed on both supply and 
delivery sides in the drying bath 30. The honeycomb 
bodies 1 are thus uniformly irradiated with microwaves 
while being conveyed within the drying bath 30. 
According to this embodiment, therefore, the drying 
operation of the honeycomb bodies 1 proceeds at a 
predetermined rate, thereby preventing the troubles at 
the time of drying the honeycomb bodies. 

The other parts of the configuration and the 
functions and effects of this embodiment are similar to 
those of the first embodiment. 
(Seventh embodiment) 

This embodiment represents a case employing the 
drying system with the variations in the microwave 
density in the drying bath 30 suppressed as in the first 
embodiment • 

as shown in Pig. 8, in the drying system 3 according 
to this embodiment based on the counterpart 3 in the 
first embodiment, the arrangement of a microwave unit 
including the microwave generators, the waveguides and 
the microwave introduction ports is changed. 

The drying system 3 according to this embodiment 
includes a first introduction port 344 arranged above the 
opening 381 for supplying the honeycomb bodies 1 to the 
drying bath 30 and a second introduction port 347 
arranged under the opening 381- 

The first introduction port 344 and the second 
introduction port 347 are configured in such a manner as 
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to radiate microwaves toward the opening 382 for 
delivering the honeycomb bodies 1 out of the drying bath 



30. 



According to this embodiment, the honeycomb bodies 1 
are dried using the drying system 3 configured as 

described above. . . He . of 

in the drying bath 30, the density irregularities 
the microwave radiated along the direction of cow« 
are suppressed in the upper and lower persons of the 
drying bath. As * result, the upper and lower parts of 
the outer peripheral surface of each 1 ~ 

be equally irradiated with microwaves. According to thre 
embodiment, therefore, the drying operation proceeds at 
the same rate at the upper and lower parts of *** 
noneycomb body 1, thereby maKing it possxble to prevent 
troubles which otherwise might occur at the time of 

drying. , . . 0 

The other parts of the configuration and the 

functions and effects of this embodiment are similar 

those of the first embodiment. 
(Eighth embodiment) 

This embodiment represents a case which * 
drying system with the microwave density irre^ular.txes 
in the drying bath 30 suppressed as in the first 

embodiment. ^r-r>rdina to 

A s shown in Fig. 9, the drying system 3 * 
this embodiment, based on the counterpart 3 of the fi st 
embodiment, has the arrangement changed of a ^J^TL 
unit including the microwave generators, the waveguides 
and the microwave introduction ports. 

The drying system 3 according to this embodrment 
includes a first introduction port 344 arranged at the 
top of the drying system 30 and a secon d intr Ruction 
port 347 arranged at the lower part of the drying bath 

30 " The first introduction port 344 is configured to 
radiate microwaves toward the lower part of the drying 



- 29 - 



bath 30 and the second introduction port 347 to radiate 
microwaves toward the upper part of the drying bath 30. 

According to this embodiment, the honeycomb bodies 
are dried using the drying system 3 configured as 

described above. 

in the drying bath 30, the density irregularis of 
microwaves radiated in vertical direction are suppressed 
in the upper and lower parts of the drying bath As a 
result, the two end surfaces of each honeycomb body 1 can 
be equally irradiated with the microwave. According to 
thia embodiment, therefore, the drying operation proceeds 
at the same rate at the upper and lower parte of each 
honeycomb body 1, thereby making it possible to prevent 
troubles which otherwise might occur at the time of 

drying. , . 

The other parts of the configuration and the 
functions and effects of this embodiment are similar to 
those of the first embodiment. 

(Kinth embodiment) 

This embodiment represents a case which employs a 
drying system with the microwave density irregularities 
in the drying bath 30 are suppressed as in the first 

embodiment* ^ r/ ,i nn 
As shown in Fig. 10, the drying system 3 according 
to this embodiment, based on the counterpart 3 of the 
first embodiment, has the arrangement changed of the 
microwave unit including the microwave generators, the 
waveguides and the microwave introduction ports. 

The drying system 3 according to this embodiment 
includes a first introduction port 344 arranged on the 
S ide surface 303 of the drying system 30 and a second 
introduction port 347 arranged on the side surface 304 in 
opposed relation to the side surface 303. The first 
introduction port 344 is configured to radial ™avee 
toward the side surface 304 and the second introduction 
port 347 to radiate microwaves toward the side surface 
303 of the drying bath 30. 



According to this embodiment, the honeycomb bodies 1 
are dried using the drying system 3 configured as 

described above. 

in the drying bath 30, the density irregularities of 
microwaves are suppressed on the two sides of the drying 
bath with the conveyor system therebetween. As a result, 
the two side surfaces of each honeycomb body 1 transverse 
to the direction of conveyance can be equally irradiated 
with microwaves. According to this embodiment, 
therefore, the drying operation proceeds in the same 
manner on the two sides of the honeycomb body 1, thereby 
making it possible to prevent troubles which otherwise 
might occur at the time of drying. 

The other parts of the configuration and the 
functions and effects of this embodiment are similar to 
those of the first embodiment. 

As another alternative, the microwave introduction 
ports may be arranged in the drying bath as a combination 
of all or a part of the sixth to ninth embodiments, in 
such a case, a given combination of the arrangements of 
the microwave introduction ports in the drying bath can 
be selected in accordance with the volume, length and 
height of the drying bath or the quantity of the 
honeycomb bodies supplied at a time to the drying bath 
applicable to the drying system. In this way, the 
variations of the microwave density in the drying bath 
can be further suppressed for even more improved effects . 
(Tenth embodiment) 

This embodiment represents a case which employs the 
drying system 6 of batch type. 

The drying system 6 according to this embodiment, as 
shown in Fig. 11, comprises a drying bath 60 for 
accommodating the honeycomb bodies 1, a humidifier 62 for 
creating a high-humidity ambience of not less than 70 % 
in humidity in the drying bath 60, and a plurality of 
microwave generators 64 for supplying the interior of the 
drying bath 60 with microwaves in the frequency range of 




1,000 to 10,000 MHz. 

A rest 68 capable of supporting a plurality of 
honeycomb bodies I, each placed on the conveyance tray 5, 
is arranged in the drying bath 60. The rest 68 has air 
permeability as it is formed with a plurality of vertical 
through holes. 

Also, waveguides 640 extending from the four 
microwave generators 64 are connected and opened at the 
four corner portions of one side wall 603 of the drying 
bath 60. These openings provide microwave introduction 
ports 641- Further, the drying bath 60 has an inlet, not 
shown, by way of which the honeycomb bodies 1 can be 
supplied and delivered. 

Two steam pipes 620 extending and branching from a 
boiler constituting the humidifier 62 are connected and 
open at two lateral points of the side wall 603- These 
openings provide the steam introduction ports 621, The 
steam introduced from the steam introduction ports 621 is 
a high-temperature steam sent from the boiler as 
described above and has a temperature of not lower than 
80°C- 

According to this embodiment, a hot air generator 66 
is arranged in the drying bath 60- This hot air 
generator 66 is configured to blow the hot air of 120 °C 
upward from under the rest 68. The hot air flows through 
the rest 68 and the conveyance trays 5 and passes through 
the cells 10 of the honeycomb bodies 1. The conveyance 
tray 5 is similar to the one used in the first 
embodiment ♦ 

In drying the honeycomb bodies 1 using the drying 
system 6, the first step is to place on the conveyance 
trays 5 a plurality of honeycomb bodies 1 of 
predetermined length into which the honeycomb body stock 
is cut, and arrange each pair of a mold and a tray on the 
rest 68, as shown in Fig. 11. under this condition, the 
high-temperature steam is introduced from the humidifier 
62 into the drying bath 60 thereby to form a high^ 
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humidity ambience of not lower than 70 % in humidity, 
while at the same time introducing microwaves from the 
microwave generators 64 for performing the microwave 

heating process. 

in this embodiment, the microwave heating process is 
carried out in the high-humidity ambience to such an 
extent that the water content of each honeycomb body 1 is 
reduced to between 10 and 20 %. After that, the 
introduction of both the high-temperature steam and the 
microwave is stopped. After ventilating the interior of 
the drying bath 60, the hot air is blown up from the hot 
air generator 66. As a result, the hot air that has 
passed through the rest 68 and the conveyance trays 5 is 
passed through the cells 10 of each honeycomb body 1. 
Thus, the water content of the honeycomb body 1 is 
reduced to 5 % or less so that the honeycomb body 1 is 

completely dried. 

After that, all the honeycomb bodies 1 are delivered 
out of the drying bath 60, and then another batch of the 
honeycomb bodies 1 to be dried is arranged in the drying 
bath 60. in this way, the series of drying steps 
described above can be repeated. 

As described above, according to this embodiment, a 
superior drying process can be implemented, like the 
continuous drying system 3 in the first embodiment, by 
using the drying system 6 of batch type. 

The other functions and effects are similar to those 
of the first embodiment. 

(11th embodiment) 

This embodiment represents a case in which the high- 
temperature honeycomb bodies 1 are cooled further by cool 
air after being dried with hot air as in the first 
embodiment . 

As shown in Fig. 12, the drying process is executed 
using the drying system 7. The drying system 7 based on 
the drying system 3 of the first embodiment additionally 
includes a cool air generator 37. Specifically, the cool 
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air generator 37 is arranged downstream of the conveyor 
system 4 adjacently to the hot air generator 36. The 
cool air generator 37 is so configured as to blow the 
cool air of 15°C in vertical direction toward the 
conveyance trays 5 moving on the roller conveyor 42. 

According to this embodiment, the drying process for 
the honeycomb bodies 1 is carried out using the drying 
system 7 configured as described above. A specific 
explanation will be made below. 

AS explained with reference to the first embodiment, 
t he honeycomb bodies 1 supplied to the drying system 7 
are irradiated with microwaves and dried to such an 
extent that the water content is reduced to a 
predetermined level. After that, the honeycomb bodies 1 
are exposed to the hot air generated by the hot air 
generator 36 and completely dried as described above. 

The high- temperature honeycomb bodies 1 are then 
conveyed over the roller conveyor 42 and reach the 
position above the cool air generator 37. According to 
this embodiment, the cool air generated from the cool air 
generator 37 is applied to the honeycomb bodies X already 
Lied with hot air, in such a manner as to pass through 
the cells 10. specifically, this embodiment is an 
example of the combination of the microwave heating means 
and the hot air further combined with the forced cooling 
means with cool air. More specifically, the honeycomb 
bodies 1 are cooled to 30"C or lower. 

as described above, the honeycomb bodies 1 delivered 
out of the drying system 7 are sufficiently cooled. 
Therefore, even in the case where the two end surfaces of 
each honeycomb body 1 are cut off immediately after being 
delivered out of the drying system 7, the cutting dust is 
not attached to the honeycomb bodies 1. 

Thus, according to this embodiment, the time of 
transfer from the drying step to the next step can be 
shortened so that the honeycomb bodies 1 can be 
fabricated efficiently. 
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The other parts of the configuration and the 
functional effects remain the same as those of the 
embodiment . 



